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[57] ABSTRACI‘ 
A webbing reinforced by carbon ?bers is heated during 
its resin impregnation by passing an electric current 
through the carbon ?bers whereby the carbon ?bers act 
directly as heating mats in a system of layers of ?ber 
reinforced material. Thus, the use of heated molds has 
been obviated which is of particular advantage espe 
cially for large scale structural components, especially if 
such components have a complicated con?guration. 

9 Claims, 4 Drawing Figures 

HEATED CARBON 
FIBER WEBBING ‘ll 

MOLD 
TEMP 

/ \ 
WALL OF MOLD 1L 
STRUCTURAL NOT HEATED 
COMPONENT ‘I0 



4,385,957 ' 
US. Patent May 31, 1983 Sheet 1 of2 



US. Patent May 31, 1983 

HEAT 2;‘ 
TRANSF 
FUNCTION 

C URRING 
TEMP 

Fig. 2C1 

HEATED CARBON 
FIBER WEBBING 11 

\mm‘ wALL OF 
STRUCTURAL RASPBQZTED 
COMPONENT 10 

Fig. 3 

11 
CARBON 
FIBER 17 
WEBBING 16 

Sheet 2 of 2 4,385,957 

Fig. 2b 

PRIOR ART MOLD 

\ TEMPERATURE 

1} \ 
— Q 22 

ii 
\ 

14' 

\ 2o HEATING 
1° ></ ELEMENT 

‘ IN MOLD 14' 

WALL OF HEATED 
STRUCTURAL MOLD 14' 
COMPONENT 



4,385,957 
I 

METHOD FOR HEATING A WEBBING 
REINFORCED BY CARBON FIBERS 

BACKGROUND OF THE INVENTION 

The present invention relates to a method for heating 
a webbing reinforced by carbon ?bers. The present 
method is especially suitable in connection with the 
impregnation of ?ber compound material webbings by 
injecting a respective resin into the webbings, particu 
larly where large scale structural components are being 
manufactured from such webbings, for example, for 
making boat hulls and the like. The invention is also 
especially suitable for use in connection with the im 
pregnation and curing of ?ber compound material com 
ponents having complicated shapes regardless of their 
size. 

Particularly in connection with the impregnation of 
structural components having large surfaces, for exam 
ple, rotor blades of helicopters and the like, or in con 
nection with structural components having complicated 
shapes, the problem has been encountered heretofore 
that it is difficult to properly control the resin ?ow 
during the resin injection. This ?ow control problem is 
due to the fact that the temperature of the resin at any 
particular location determines the viscosity of the resin 
and thus also its ?owability. Heretofore efforts have 
been made to solve this problem by means of expensive 
and very complicated heated molds for the formation of 
such ?ber reinforced structural components. 

Furthermore, placing large scale components into a 
temperature controlled environment such as a heated 
closet or autoclave has also its limitations because the 
space requirements of large scale components fre 
quently exceed the volume of available autoclaves. 
Therefore, systems requiring relatively high curing or 
hardening temperatures could not be cured in such heat 
controlled environments due to their size and/ or due to 
the complicated shape of such structural components. 
Additionally, the construction of heated molds or heat 
controlled environments is rather expensive, particu 
larly where the components to be made are prototype 
components or where it is necessary to make but one 
structure. 

OBJECTS OF THE INVENTION 

In view of the above it is the aim of the invention to 
achieve the following objects singly or in combination: 

to provide a method for the manufacturing of ?ber 
compound components or structures of any size and/ or 
shape without the need for heated molds while simulta 
neously increasing the manufacturing ef?ciency and 
making it simpler than was possible heretofore with the 
use of heated molds or temperature controlled environ 
ments; 

to use a carbon ?ber webbing as a heating medium by 
passing an electrical current through the individual 
carbon ?bers; 

to insulate the carbon fiber webbing from a mold of 
electrically conducting material by means of a glass 
?ber webbing; 

to substantially reduce the energy required for the 
manufacturing of such components and to simplify the 
mold structure; 

to improve the localized heat application throughout 
the structure regardless of its shape and/or size; 

to adapt the temperature or heat application control 
to the localized, individual requirements so that the heat 
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2 
application and the ?owability of the resin may be var 
ied in accordance with such requirements; and 

to minimize heat losses and avoid a heat transport 
through the mold to the structural component. 

SUMMARY OF THE INVENTION 

According to the invention there is provided a 
method for manufacturing ?ber compound structural 
components which are made by resin impregnation, 
whereby the resin is injected into the webbing which 
may comprise one or several layers. The required ?ow 
ability of the resin and its curing is accomplished by a 
heat application directly through the carbon ?ber web 
bing which is heated. by passing an electrical current 
through the carbon ?bers. Thus, the carbon ?ber web 
bing operates directly as an electrical internal heating 
mat in the structural component which may comprise 
one or several layers of webbings impregnated by the 
injected resin. The invention also relates to a compo 
nent so made. 

BRIEF FIGURE DESCRIPTION 

In order that the invention may be clearly under 
stood, it will now be described, by way of example, 
with reference to the accompanying drawings, wherein: 
FIG. 1 is a perspective, somewhat schematic illustra 

tion of a mold with a carbon ?ber webbing inserted 
therein and connected to electrical power supply; 
FIG. 2a illustrates the heat transfer 0 as a function of 

the cross-sectional dimension in millimeters, whereby a 
section through a structural component is shown which 
is heated according to the invention. 
FIG. 2b is a view similar to that of FIG. 211, however, 

showing a conventional, heated mold; and 
FIG. 3 shows a perspective view of an electrical 

connection between a power supply conductor and a 
carbon ?ber webbing. 

DETAILED DESCRIPTION OF PREFERRED 
EXAMPLE EMBODIMENTS AND OF THE BEST 

MODE OF THE INVENTION 

According to the invention the mold 14 shown in 
FIG. 1 is not heated. Instead, the invention utilizes the 
carbon ?ber webbing 11 as a heating mat in the struc 
tural component to be formed in or on the unheated 
support mold 14. The structural component 10 com 
prises the carbon ?ber webbing 11 and additional rein~ 
forcing ?bers, if desired, but not shown in FIG. 1. The 
reinforcing ?bers and the carbon ?ber webbing 11 are 
impregnated by a resin material in a conventional man 
ner. The resin material is contained in containers 18 and 
injected into the support mold 14 and thus into the 
laminated structural component 10 through resin inject 
ing conduits 19. 
The invention uses the electrical conductivity of the 

carbon ?bers 11 for generating the heat necessary for 
the curing of the resin, whereby the carbon ?ber web 
bing functions as a heating element similar to a heating 
coil which forms an integral part of the structural com 
ponent 10. 

Based on the following considerations the present 
method is quite feasible for the intended purposes. The 
speci?c resistance R(; of carbon is known and so are the 
meter weight MG of an individual carbon ?ber and the 
surface area weight FG of a carbon ?ber webbing. 
Additionally, the density )1 of the carbon material is also 
known. Therefore it is possible to calculate the speci?c 
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resistance RF of a carbon ?ber and the speci?c resis 
tance R6 of a carbon ?ber webbing as follows: 

RG=K‘RC(7/FG); Equation (2) 

In the above equations the factor “k” is an empirical or 
experimental improvement value supplied by the manu 
facturer of the respective carbon ?bers. For example, 
carbon-?ber-fabrics manufactured by the Firm Broch 
ier Lyon under the product number G 801 and G 803 
have a k factor of about 1.1. Carbon-?ber-fabric sold by 
the Firm Sigri of Maitingen, West Germany under the 
product number T 755, and M 40 A have a k factor in 
the range of about 0.2 to 0.4. The speci?c resistance of 
carbon is 

The speci?c density 7 is given in g/cm3. The linear 
weight MG is given in g/m. The surface area weight 
FG is given in g/m2. If values for these elements are 
then inserted into equations (1) and (2) the speci?c resis 
tance RF of a carbon ?ber is calculated_in Q /m. Fur 
ther, the speci?c resistance RC; is calculated in .Qcm/m. 
Accordingly, the electrical resistance is calculated 
from: 

R = R pl/n Equations (3) 

In Equations (3) 
l (in meters) is the length in the current flow direc 

tion, 
b is the width in centimeters of the layer structure, 

and 
n is the number of layers or the number of carbon 

?ber strands. 
In order to avoid overheating of the electrical con 

ductors 12 connecting the power supply source 13 to 
the carbon ?ber webbings 11, the cross-section of these 
conductors 12 must be speci?cally calculated so that the 
cross~sectional area is four to ?ve times larger, relative 
to the speci?c resistance, than the cross-sectional area 
of the ?ber structure. The cross sectional area AL, in 
mmz, of the conductors 12 is calculated as: 

{4L = 4 . . 5Ap(R1_/R 5); Equation (4) 

AL=4 . . SAG-(RL/RC); Equation (5) 

AFis the ?ber cross-sectional area in mm2 and AG is the 
cross-sectional area of the webbing structure in mm2 
these are calculated as follows: 

AF= ("'MB/Y); Equation (6) 

AG=(n-FG-b/'y); Equation (7) 

In order to ascertain how a webbing warms up, ex 
periments have been made by connecting a given car 
bon ?ber webbing to different electrical power supplies. 
The voltages and electrical currents were measured in 
order to ascertain an optimal power input for the previ 
‘ously measured resistance R of the webbing relative to 
direct current power supply and relative to an alternat~ 
ing current power supply. The measured resistance was 
used as a calculating base for dimensioning the power 
supply source for different voltage levels. This ap 
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4 
proach has been found to be satisfactory for a ?rst ap 
proximation. 

Experiments have further shown that the tempera 
tures which may be obtained by means of a webbing 
through which a current flows, do not only depend on 
the electrical values. Rather, the temperatures also de 
pend on the thermal insulation and, in the static range, 
additionally on the heat capacity of the structure to be 
heated. It has been found that a good correspondence of 
the temperature curves actually measured with the 
calculated temperature curves has been achieved. 

Reference is made in this connection to FIGS. 2a and 
2b in which the heat transfer 0 is plotted as a function of 
the dimension or thickness in mm, whereby the thick 
ness corresponds to the wall thickness of the structural 
component plus the wall thickness of the mold. The 
mold 14 is not heated according to the invention in 
FIG. 2a. According to the prior art the mold 14' is 
heated by a separate heating means or elements 20 as 
shown in FIG. 2b. According to the invention the cur 
ing of the structural component 10 is accomplished by 
heating the carbon ?ber webbing 11 by passing an elec 
trical current of appropriate size through the webbing 
11, whereby the temperature or heat distribution curve 
21 is established. The curing temperature is indicated by 
a horizontal dashed line in FIGS. 20 and 2b. The web 
bing 11 is heated suf?ciently to raise the temperature to 
a peak which coincides with the location of the web 
bing 11. The temperature decreases outwardly from the 
position of the Webbing 11, but heats the wall of the 
structural component 10 suf?ciently to assure a com 
plete curing. 
FIG. 2b shows that in the prior art it was necessary to 

heat the mold 14' to a mold temperature suf?ciently 
above the curing temperature because of the tempera 
ture decrease from the location of the heating element 
20 outwardly through the structural component 10 as 
indicated by the curve 22,. It will be noted that FIG. 2b 
requires a substantially higher peak temperature and 
hence substantially more energy than the arrangement 
of FIG. 2a according to the invention. 
FIG. 3 shows one possible embodiment for connect 

ing an ac. or d.c. power supply 13 through a conductor 
12 to the carbon fiber webbing 11 by means of an edge 
connector 15 which may, for example, be a channel 15 
of U-shaped cross-section of an electrically conducting 
material such as copper or aluminum or the like. The 
channel 15 may be mechanically and electrically con 
nected to the webbing‘ 11 by rivets 17 which simulta 
neously may form a terminal 16. The webbing 11 may 
be folded into the channel 15 and the mechanical con 
nection may be accomplished in various ways other 
than the mentioned riveting. For example, a soldered or 
screw connection may be used. The conductor 12 and 
the conductor channel 15 will be calculated in their 
cross-sectional areas in accordance with the equations 
(4) to (7) set forth above. 
The power supply sources 13 preferably provide a 

voltage of about 65 volts to avoid electrical accidents. It 
has been found that, for example, welding transformers 
are well suited for the present purposes due to their 
ef?ciency and due to the protective features of such 
welding transformers. 

If in addition to the electrically conducting carbon 
webbing other electrically conducting‘ webbings are 
used, the carbon webbing must be electrically insulated 
from any other webbings and also from the mold, if the 
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latter is made of electrically conducting material for an 
improved heat distribution, for example, the mold 14’ 
shown in FIG. 2b may be made of aluminum. In that 
instance, the carbon ?ber webbing could be insulated 
from the electrically conducting mold by a glass ?ber 
webbing. A glass ?ber webbing of the product number 
92140, manufactured by Interglas Ulm West-Germany 
is suitable for the present purpose. Similarly, the con 
ducting channels 15 are also to be insulated relative to 
the electrically conducting mold. 

Experiments have shown that the temperature 
throughout the structural component 10 may easily be 
controlled for the curing operation and for the resin 
?ow. It is believed that the present curing utilizes the 
heating energy more ef?ciently than any prior art cur 
ing method, especially in connection with the curing of 
large surface areas. The energy costs and the costs for 
the molds and other forming devices has been substan 
tially reduced. 
Other advantages of the invention are seen in the 

preheating of the webbing, whereby it becomes possible 
to maintain the viscosity of the resin substantially con 
stant already at the beginning of the manufacturing 
process. In connection with structural components hav 
ing a complicated geometric con?guration it is possible 
due to the temperature control according to the inven 
tion, to assure an optimal resin flow in any location 
throughout the structural component, including comers 
and so-called bottle-necks. This is accomplished by 
increasing the temperature in individual locations. Ad 
ditionally, the invention makes possible a better wetting 
of the ?bers by the resin by temporarilty substantially 
decreasing the viscosity of the impregnating resin by an 
overheating for short durations of time. The invention 
may be used for this purpose because an excessive heat 
ing or an excessive temperature occurs only at the 
boundary layer between the ?ber and the resin. This 
type of heating was not possible at all by prior art meth 
ods without in?uencing the jelling or curing process in 
an undesirable manner. 

Further advantages of the invention are seen in that 
the most simple mold may be used, whereby even the 
most complicated shapes are subjectto being properly 
heated, for example, along cross walls which do not 
come into contact with the mold at all. Such individual 
ized and localized temperature control was not possible 
heretofore. 

Further, the carbon ?bers or the carbon ?ber web 
bings remain in the structural component as a load sup 
porting element, whereby the ?ow characteristic of the 
impregnating resin may be individually varied in accor 
dance with the individual requirement of all critical 
locations within the structural component. Moreover, 
as mentioned, the molding temperature is substantially 
lower than in prior art mold heating methods, please see 
the comparison of FIGS. 20 and 2b. The lower molding 
temperature also results in lower heat losses so that a 
heat transport from the outside inwardly into the struc 
tural component, and hence a heated mold, has been 
obviated. ' 

Although the invention has been described with ref 
erence to speci?c example embodiments, it will be ap 
preciated, that it is intended to cover all modi?cations 
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6 
and equivalents within the scope of the appended 
claims. 
What is claimed is: 
1. A method for manufacturing structural compo 

nents having a given shape, of ?ber compound materials 
including a carbon ?ber webbing embedded in an im 
pregnating resin having a given curing temperature, 
comprising the following steps: 

(a) arranging said carbon ?ber webbing on an un 
heated support mold (14) conforming to at least 
part of said given shape, 

(b) impregnating said carbon ?ber webbing with said 
resin for embedding the carbon ?ber webbing in 
the resin, 

(c) curing said resin for bonding said resin to said 
carbon ?ber webbing, said curing comprising sup 
plying curing heat internally into said resin by 
temporarily passing an electric current through 
said carbon ?ber webbing, said electric current 
being just suf?cient to generate inside said resin at 
least said curing temperature of the resin, and 
switching off the electric current when said curing 
is substantially completed, whereby the carbon 
?ber webbing is permanently embedded in said 
resin as a reinforcing load supporting element of 
said structural component, and 

(d) controlling the strength of said electrical current 
so that the latter is different in different areas of the 
webbing whereby the intensity of the heating may 
be adapted to the particular area or con?guration 
of the webbing. 

2. The method of claim 1, further comprising secur 
ing a strip of electrically conducting material to an edge 
of said carbon ?ber webbing, and connecting electrical 
terminals to said strip for feeding an electrical current 
into said carbon ?ber webbing. 

3. The method of claim 2, wherein said strip of elec 
trically conducting material is a copper channel section 
having a U-cross-section. 

4. The method of claim 1, further comprising supply 
ing said electrical current by means of a low voltage 
power supply. 

5. The method of claim 4, wherein said low voltage 
power supply has a maximum voltage of about 65 volts. 

6. The method of claim 1, wherein said unheated 
support mold is of electrically conducting material, said 
method further comprising electrically insulating said 
carbon ?ber webbing from said electrically conducting 
support mold by interposing an electrically insulating 
glass ?ber webbing between the support mold and the 
carbon ?ber webbing. ' 

7. The method of claim 1, wherein said carbon ?ber 
webbing is preheated already prior to said impregnating 
by passing an electrical current through the carbon 
?ber webbing. 

8. The method of claim 1 or 7, wherein said carbon 
?ber webbing is also heated during said impregnation 
by passing an electric current through the carbon ?ber 
webbing. 

9. The method of claim 8, further comprising tempo 
rarily overheating the carbon ?ber webbing for tempo 
rarily decreasing the viscosity of the impregnating 
resin. 

* * * * * 
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